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(54) Blind rivet setting system and method for setting a blind rivet then verifying the correctness 
of the set 



(57) A system for first setting a blind rivet and then 
verifying the correctness of the set comprising a rivet 
setting tool to set the rivet and computer logic to verify 
the correctness of the set. The setting tool includes a 
jaw assembly for holding the stem of the rivet's mandrel 
fitte-- ' :o ~r ".idly movable pulling shaft. Both the pulling 
force of the setting tool and the displacement of the pull- 
ing shaft are measured and the measurements are in- 
terpreted by an integrator to determine the total energy 
of the setting process. The determined total energy is 
then compared with an ideal total energy to assess 
whether or not the set of the particular rivet is accepta- 
ble. Other quantitative comparisons may be made 
against other ideal values. 
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Description 

This invention relates to the setting of blind rivets. 
More particularly, this invention relates to a blind rivet 
setting system in which a blind rivet is first set and then 
the correctness of the set of the rivet is verified. 

Rivets are widely used to firmly fasten together two 
or more components with little susceptibility to loosening 
and thus produce a tight joint at low cost. 

The setting of the common rivet is accomplished 
when one end of the rivet is mechanically deformed to 
create a second head. The blind rivet is a special class 
of rivet that can be set without the need for mechanical 
deformation by a separate tool to create the second 
head. Special blind rivet setting tools are used for setting 
these types of rivets. Examples of such setting tools may 
be found in United States Patent No. 3,713,321, United 
States Patent No. 3,828,603, and United States Patent 
No. 4,263,801 . These tools provide various approaches 
to setting rivets including setting by hydraulic and pneu- 
matic power. A relatively sophisticated version of a blind 
rivet setting tool is disclosed in United States Patent No. 
4,744,238. This setting tool includes a rivet feed mech- 
anism, a rivet magazine and sequencing controls pro- 
viding cycle-through operation that utilises pneumatic 
logic control. 

A self -diagnosing blind rivet tool is disclosed in Unit- 
ed States Patent No. 4,754,643. This patent is directed 
to an automated and semi-automated rivet installation 
system that has the ability to diagnose selected tool con- 
ditions and to convey information on the conditions to 
the operator. Monitored conditions include the rivet 
placement within the tool, mechanism positions, and air 
pressure conditions. 

One common shsr!corn!ny of prior art apparatus for 
the installation of blind rivets is the inability of the oper- 
ator to gauge the correctness of the rivet set which, as 
the second head is created on the far side (or the blind 
side) of the elements being riveted, cannot be readily 
determined by observation or touch. In response to this 
need, it has been suggested that an electroacoustic 
transducer be used to convert the mechanical breaking 
of the mandrel at the conclusion of the setting process 
to an electric signal for determination of the correctness 
of the set. It has been further suggested that a strain 
gage be employed to sense the setting force of the rivet. 
These methods, however, provide the operator with lim- 
ited set condition information. Consequently, the set 
condition of the rivet is assessable only in a marginal 
way. 

Accordingly, there is still a need for a system by 
which a blind rivet may be first set and then the correct- 
ness of that set fully and reliably verified. 

It is an object of the present invention to overcome 
the disadvantages associated with known blind rivet set- 
ting tools by providing an improved rivet setting and cor- 
rectness verification system. 

It is a further object of the present invention to pro- 



vide a system by which both the mandrel pulling force 
of the setting tool and the axial displacement of the pull- 
ing shaft may be measured then interpreted by an inte- 
grator to determine the total energy of the setting proc- 
s ess. 

Still another object of this invention is to provide 
such a system that compares the identified and actual 
total energy of a particular set against a known ideal total 
energy to assess whether or not the set of the particular 

10 rivet is correct. 

Yet still another object of the present invention is to 
provide further verification of the set by comparing the 
actual displacement of the mandrel between selected 
points during the setting process against a predeter- 

15 mined ideal value. 

Still a further object of the present system is to pro- 
vide additional verification of the set by comparing a val- 
ue representing the amount of force expended between 
two displacement positions against a stored ideal value. 

20 a further object of the present invention is to provide 
a system for setting a rivet and then assessing the cor- 
rectness of the set that is both convenient to operate 
and is easy to maintain. 

The present invention provides a system for setting 

25 a blind rivet and evaluating the acceptability of the set, 
said rivet being of the type having a frangible tubular 
body and an elongated mandrel that includes an en- 
larged head and a stem extending rearwardly of the 
head and through said frangible tubular body, said sys- 

30 tern comprising: 

a blind rivet setting tool, said tool including a body, 
said body having a long axis, said tool having a 
mandrel gripping mechanism for gripping said stem 

35 of said mandrel, said gripping mechanis: .: he'viz r£ £ 
ciprocable in the axial direction along said long axis 
of said body, said tool further including means for 
acting on said gripping mechanism to selectively 
move said mechanism in said axial direction to 

40 cause the head of the mandrel to deform the tubular 
body and create a secondary head and to thereafter 
break the stem of the mandrel from the head and 
complete the rivet setting process; 
a first transducer for measuring the force of said 

45 gripping mechanism, said transducer being provid- 
ed in operative association with said tool and adapt- 
ed to produce a force output signal related to force 
applied by said gripping mechanism; 
a second transducer for measuring the axial dis- 

50 placement of said gripping mechanism, said second 
transducer being provided in operative association 
with said tool and adapted to produce a displace- 
ment output signal related to the displacement of 
said gripping mechanism in said axial direction; and 

55 a control circuit for receiving said force signal and 
said displacement signal and determining there- 
from the total energy used during the rivet setting 
process and comparing said determined total ener- 
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gy with a predetermined desired value. 

In a preferred embodiment of a system according 
to the invention, fluid pressure provided by a pressure 
source against a piston fixed to the movable pulling shaft 
acts on the shaft to cause aftward movement to set into 
motion a series of mechanical operations. 

The aftward movement first causes a jaw case of 
the jaw assembly to grip the stem of a mandrel of a blind 
rivet at the beginning of a setting operation. Continuing 
aftward movement then brings the head of the mandrel 
into the open end of the tubular rivet body, causing it to 
initially deform. Still further aftward movement of the 
mandrel completes the deformation of the rivet body 
such that a secondary head is formed. The stem of the 
mandrel finally breaks from the head, and the rivet set 
is complete. 

Sensors provided in association with the tool con- 
tinuously monitor the status of the pulling shaft. Specif- 
ically, sensors measure the pulling force of the pulling 
shaft to produce a series of force values and the axial 
displacement of the shaft to produce a series of dis- 
placement values. These values are initially interpreted 
to produce a force versus displacement curve. An inte- 
grator sums the area under the force versus displace- 
ment curve by utilising selected force versus displace- 
ment readings and integrates the curve to define an ac- 
tual total energy value of the setting process. This actual 
total energy value is then compared against an ideal to- 
tal energy value for the setting of a given rivet as deter- 
mined by experimentation. A signal is provided to the 
operator to indicate favourable or unfavourable corre- 
spondence with the reference curve and to thus indicate 
the acceptability of the rivet set. 

Other values based on force differences at given 
intervals and shaft displacement at given intervals may 
be compared against ideal values for further set verifi- 
cation. 

The invention will now be further described with ref- 
erence to the accompanying drawings in which: 

Figure 1 is a combined pictorial and block diagram 
of the blind rivet setting system of the present in- 
vention showing the setting tool component in par- 
tial cross-section; 

Figure 2 is an enlarged view of the jaw assembly of 
the present invention in relation to a rivet, both 
shown in cross-section; 

Figure 3 is a view similar to that of Figure 2 except 
showing relative horizontal aftward movement of 
the jaws; 

Figure 4 is another view similar to that of Figure 2 
with even greater aftward movement of the jaws 
than shown in Figure 3; 

Figure 5 shows a co-ordinate graph illustrating the 
force versus displacement curve for a blind rivet be- 
ing set with displacement measured along the X- 
axis and force measured along the Y-axis; and 



Figure 6 is a control flowchart of illustrative set ver- 
ification steps in accordance with this invention. 

Reference is first made to Figure 1 wherein the sys- 
5 tern for setting blind rivets and for verifying the correct- 
ness of their set according to the present invention is 
generally illustrated as 10. The system 10 includes a 
blind rivet setting tool 12 for setting a blind rivet 14, a 
system control circuit 1 6, and an indicator 1 8. The circuit 

10 16 could be a microprocessor. The blind rivet 14 is 
shown as being in position to fasten two components A 
and B together. 

The tool 12 comprises an elongated body generally 
illustrated as 20. While the body 20 may be of any of 

15 several constructions, it is preferably provided with a 
pistol grip-type handle 22 as shown. A trigger switch 24 
which actuates the tool 12 is fitted preferably in the front 
face of the handle 22 in a conventional manner, and is 
operationally associated with a trigger valve 26. 

20 The elongated body 20 includes an elongated hous- 
ing 28. The housing 28 includes a mandrel-passing ap- 
erture 30 defined in its fore end. While not limited to this 
construction, the housing 28, as illustrated, is subdivid- 
ed internally into a fore chamber 32 and a hydraulic cyl- 

25 jnder chamber 34. An aft chamber 36 may be included 
and may be subdivided so as to incorporate a rear sec- 
tion 38. The elongated body 20 includes an axially mov- 
able pulling shaft 40 provided along its long axis. It must 
be understood that the construction of the housing 28 

30 may be varied in many ways, with its only essential fea- 
ture being that it provide support for the pulling shaft 40 
and for a means of axially moving the shaft. 

A jaw assembly 42 is operatively associated with 
the fore end of the pulling shaft 40. The jaw assembly 

35 .~*'2 irr'Lid^c a jaw case 44 having an internal bevelled 
wecging surface 46 that defines an internal bore 48. An 
array of split jaws 50 are movably provided within the 
case 44. When the outer surfaces of the split jaws 50 
act against the bevelled surface 46, the jaws 50 engage 

40 and grip an elongated stem 52 of a mandrel 54 of the 
blind rivet 1 4. The mandrel 54 also includes a head 56. 
The mandrel 54 comprises the head deforming compo- 
nent of the rivet 14 as will be explained below. A variety 
of methods may be employed to manipulate the jaw as- 

45 sembly 42 to grasp and hold the stem 52 of the mandrel 
54. While one such method is discussed hereafter, the 
various methods of construction of rivet setting tools are 
well known to those skilled in the art, and it is accordingly 
to be understood that the following construction is only 

50 illustrative and is not intended to be limiting. 

According to the illustrated construction of the 
present invention, a pusher 58 is fixed to the forward 
end of a pusher rod 60. The pusher rod 60 is provided 
within a central throughbore defined in the pulling shaft 

55 40. The pusher rod 60 is axially movable within this 
throughbore and is biased at its aft end against the back 
wall of the rear section 38 of the aft chamber 36 by a 
spring 62. A weaker spring 64 acts between the same 
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wall and the aft end of the pulling shaft 40. 

A piston 66 is fixed to the pulling shaft 40 and is 
capable of axial motion in both fore and aft directions 
within the hydraulic cylinder chamber 34. A pressure 
source 68 forces a pressurised fluid (not shown) into the 
cylinder chamber 34 through a pressurised fluid port 70 
into a pressurisable side 72 of the hydraulic cylinder 
chamber 34. By introducing a pressurised fluid into the 
fluid-tight chamber defined within the pressurisable side 
72, the piston 66 is forced to move aftward. 

It should be noted, however, that in lieu of using a 
pressurised fluid to cause aftward movement of the pis- 
ton 66, a vacuum pump (not shown) may be employed 
in place of the pressure source 68 to create a vacuum 
within a vacuum side 74 of the hydraulic cylinder cham- 
ber 34 by drawing a fluid (again not shown) from the 
vacuum side 74 through a vacuum port 76. 

Regardless of the method used to cause movement 
of the piston 66, the important feature of the piston-ac- 
tuating manoeuvre lies in ultimate aftward axial move- 
ment of the pulling shaft 40. 

A force transducer (load cell) 78 is provided in op- 
erative association with the axially movable pulling shaft 
40. The force transducer 78, which is preferably of the 
strain gage type, produces an electrical output signal (F) 
the magnitude of which is proportional to the sensed 
pulling force exerted on the pulling shaft 40. 

A linear encoder 80 (a digital-output displacement 
transducer or other suitable displacement measuring 
structure such as a linear variable differential transform- 
er) is also provided in operative association with the pull- 
ing shaft 40. The encoder 80 produces an output signal 
(S) related to the linear displacement of the shaft 40. 
Specific placement of the transducer 78 and the encod- 
er 80 ae-showr; ir, Figure 1 is only illustrative, and these 
components may be placed in other areas along the 
shaft 40 as may be understood by one skilled in the art. 

The force (F) and displacement (S) signals are sup- 
plied to an integrator circuit 86 which monitors the 
sensed signals throughout the riveting cycle of the tool 
12. The integrator circuit 86 is designed to determine 
the actual total energy used in the setting process. This 
is preferably accomplished by developing a force-ver- 
sus<Jisplacement curve from the monitored force (F) 
and displacement (S) signals and then determining the 
area under the curve which is proportional to the total 
actual energy of the setting process. The integrator cir- 
cuit 86 is adapted to produce a corresponding output 
signal to a comparator circuit 88 which compares the 
actual total energy value of the particular rivet set as 
determined by the integrator circuit 86 with an experi- 
mentally-derived ideal total energy value stored in a pro- 
grammable reference 90 for the setting of the particular 
type of rivet involved. If the actual observed energy of 
the set is within a predefined acceptable tolerance range 
of the prestored ideal value, a green light 98 on the in- 
dicator 18 is illuminated. If on the other hand the actual 
observed energy of the set is outside the prescribed tol- 



erance range, a red light 100 is illuminated. 

While Figure 1 illustrates the mandrel 54 being only 
loosely held between the split jaws 50, Figures 2 through 
4 illustrate the aftward progression of the pulling shaft 

5 40 and its influence on the jaw assembly 42. With refer- 
ence, then, to all of the Figures 1 through 4, as the pull- 
ing shaft 40 is forced aftward by fluid pressure (accord- 
ing to the preferred embodiment) against the resistance 
of the weaker spring 64, the pusher rod 60, biased 

10 against the stronger spring 62, resists aftward move- 
ment, causing the pusher 58 to act against the aft sides 
of the split jaws 50. The outer surfaces of the split jaws 
50 act against the internal bevelled wedging surface 46 
to grip the stem 52, as illustrated in Figures 2 through 

15 4. Once the stem 52 is gripped and the split jaws 50 are 
fully lodged between the surface 46 and the stem 52, 
the pusher rod 60 moves aftward with the pulling shaft 
40, the biasing force of the stronger spring 62 now over- 
come. 

20 Figure 2 illustrates the relative positions of the man- 
drel 54 of the blind rivet 14 and the split jaws 50 of the 
jaw assembly 42 when the stem 52 is initially gripped. 
As may be seen, the blind rivet 14 includes a tubular 
rivet body 92 having a primary head 94 at the aft end of 

25 the body 92. In the illustrated initial cycle position, the 
head 56 remains adjacent the forward end of the body 
92. This comprises the initial cycle position T. 

As the jaw assembly 42 is carried aftward by move- 
ment of the pulling shaft 40, the head 56 of the rivet 14 

30 enters the tubular body 92 which begins to deform, as 
illustrated in Figure 3. This comprises the secondary cy- 
cle position °S D . 

Continued aftward movement of the jaw assembly 
42 by movement of the pulling shaft 40 pulls the head 

35 56 into the tubular body 92 caush ig its maximum defor- 
mation as illustrated in Figure 4. The mandrel 54 breaks 
off from the head 56, and a secondary head 96 is cre- 
ated by the combination of the now-unattached head 56 
and the tubular body 92. This comprises the breaking 

40 position °B D . 

When fluid pressure within the side 72 is released 
(or when the vacuum in the side 74 is filled), both the 
pulling shaft 40 and the pusher rod 60 are restored to 
their preengaged positions by the biasing forces of the 

45 springs 62 and 64. With the force on the jaws 50 re- 
moved, the jaws 50 are relaxed to their preengaged po- 
sitions and the stem 52 is released. The tool 12 is then 
ready to repeat its cycle. 

Figure 5 is a graph demonstrating how the pulling 

50 force (F) varies relative to shaft displacement (S) during 
a typical rivet set process. The illustrated axes are ori- 
ented by reference to a planar Cartesian co-ordinate 
system with displacement being measured along line X- 
X and force being measured along line Y-Y. Once the 

55 stem 52 is gripped by the split jaws 50, the pulling force 
F increases with displacement until the head 56 of the 
rivet 14 is adjacent the fore end of the tubular rivet body 
92. This is the initial peak force F1 which occurs at the 
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initial displacement position S1, designated point T on 
the graph, or the initial cycle position. 

The force F gradually falls from the initial peak force 
F1 to a decreased force level F2 which occurs at the 
secondary displacement position S2, designated point 
"S" on the graph. From this point the force F gradually 
increases with displacement until the mandrel breaking 
force F3 is reached at the breaking displacement posi- 
tion S3, designated point "B*. With the stem 52 broken 
from the head 56, the rivet setting process is complete. 

As discussed above with respect to Figure 1, the 
total energy required for the set is compared against an 
ideal total energy value to verify the acceptability of the 
set. In addition to this primary verification procedure, ad- 
ditional and/or alternative ways of verifying the accept- 
ability of the set are possible by comparing selected ac- 
tual force and displacement values at predetermined 
value points on the curve to desired values stored in the 
programmable reference 90 of the comparator circuit 
88. 

In particular, the additional set verification proce- 
dures may be divided into two groups. The first group 
comprises set verification procedures based on the 
comparison against a desired value of the difference be- 
tween first and second observed force values at prede- 
termined points in the setting process. This procedure 
is primarily designed to ensure that the actual curve is 
similar to the desired curve. The second group compris- 
es set verification procedure based on the comparison 
against a desired value of the observed amount of dis- 
placement between specified points in the setting proc- 
ess. 

With respect to the first group, three force value 
comparisons may preferably be made, although it is 
conceivable that other comparisons may be made-^ e 
first alternative procedure comprises a comparison o! 
the value representing the difference between the ob- 
served initial peak force F1 and the mandrel breaking 
force F3 against a desired value. A second comparison 
may be made between the value representing the dif- 
ference between the observed peak force F1 and the 
reduced force level F2 and a corresponding desired val- 
ue. Finally, a third comparison may be made between 
the value representing the difference between the ob- 
served reduced force level F2 and the breaking force F3 
and a corresponding desired value. In each of these in- 
stances, if the actual observed value is within a pre- 
scribed range of the desired corresponding value, the 
set is determined to be acceptable, and the operator is 
so notified. 

With respect to the second group of set verification 
procedures, again three value comparisons may be 
made, although, as with the first group, other compari- 
sons may be made at intervals other than those speci- 
fied. A first comparison may be made between a desired 
value and the observed displacement between the initial 
and secondary displacement positions S1 and S2. A 
second comparison may be made between a desired 



value and the observed displacement between the initial 
and breaking displacement positions S1 and S3. Finally, 
a third comparison may be made between a desired val- 
ue and the observed displacement between the second- 
s any and breaking displacement positions S2 and S3. 
Again, in each of these instances, if the actual value is 
within a prescribed range of the desired value, the set 
is determined to be correct, and the operator is accord- 
ingly notified. 

10 The above-described groups of additional set veri- 
fication procedures are not compulsory, and any or all 
of them may be used to further verify the acceptability 
of the set. 

To apprise the operator of the acceptability or non- 

is acceptability of a particular rivet set, the indicator 1 8 pro- 
duces a rivet set quality signal. While the signal may be 
of a variety of forms such as an audible tone, it is pre- 
ferred that it be visual so as to overcome common nois- 
es of the workplace. Accordingly, in the preferred em- 

20 bodiment a green "correct - set light 98 and a red "incor- 
rect" set light 1 00 are provided. If desired, a rivet setting 
data recorder (not shown) may be incorporated to pro- 
vide the user with a permanent set quality record. 
The system control circuit 16 includes a pro- 

25 grammed control algorithm. The control algorithm used 
in the preferred embodiment will now be described by 
reference to a flow chart shown in Figure 6, in which an 
exemplary overall operation flow of the present inven- 
tion is set forth. 

oo Operation of the tool 12 is initiated via actuation of 
the trigger 24. The control algorithm makes an initial 
query at Step 200 as to whether or not the tool has, in 
fact, been operated. When it is found that the tool has 
not been operated, the cycle is reset to the initial query 

or until there is verification that the tool has been operated: * 

Once operation of the tool 12 is verified, the algo- * : 
rithm collects the force (F) and displacement (S) data at 
step 201 and determines the total energy used during 
the set process. The algorithm then moves to Step 202 

40 to compare the actual total energy value against the ide- 
al total energy value. If at Step 202 it is determined that 
the actual total energy value is not within a predeter- 
mined range of the ideal total energy, the set is rejected 
and the red light 100 is illuminated indicating to the op- 

45 erator that the set is unacceptable. 

Conversely, if the set examined at Step 202 is found 
to be within the acceptable total energy range, the algo- 
rithm moves to exemplary Step 204 for additional cor- 
rect set verification in which the amount of observed dis- 

50 placement between the initial displacement position S1 
and the breaking position S3 is compared against a pre- 
determined ideal value range. An unfavourable compar- 
ison would result in a rejection of the set and the red 
light 100 being illuminated. 

55 However, if the set is found to be favourable, the 
algorithm moves to exemplary Step 206 in which the dif- 
ference between the initial force value F1 and the de- 
creased force value F2 is compared against a predeter- 
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mined ideal difference range. Again, an unsatisfactory 
comparison would result in the "incorrect" set red light 
100 being illuminated. 

If the comparison of Step 206 is favourable, then 
the algorithm moves on to the further exemplary Step 
208 in which the observed displacement between the 
initial displacement position S1 and the secondary dis- 
placement position S2 is compared against a predeter- 
mined ideal value range. If the comparison is unsatis- 
factory, the set is rejected, and the operator is so ad- 
vised by the illumination of the red light 100. If the com- 
parison is satisfactory, the operator is informed of this 
by illumination of the green "correct" set light 98 and the 
algorithm returns to Start to await the next cycle. 

Of course, the order of the Steps 200 - 208 may be 
varied according to preference and a greater or lesser 
number of verification steps may be used. For example, 
it may be desired that only a single verification step 
(preferably, the initial total force value step) be used. 
Furthermore, the order and number of steps may be var- 
ied according to rivet type. Again for example, a first rivet 
type may involve only a single verification step, whereas 
a second rivet type may involve several. 

Additionally, as will be appreciated by those skilled 
in the art, the system control circuit 16 may be imple- 
mented with discrete analog circuity, with a custom de- 
signed integrated circuit, or with a programmable micro- 
computer, depending upon the particular application, 
the cost constraints of the system, and the control flex- 
ibility desired. 
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related to force applied by said gripping mech- 
anism; 

a second transducer for measuring the axial 
displacement of said gripping mechanism, said 
second transducer being provided in operative 
association with said tool and adapted to pro- 
duce a displacement output signal related to 
the displacement of said gripping mechanism 
in said axial direction; and 
a control circuit for receiving said force signal 
and said displacement signal and determining 
therefrom the total energy used during the rivet 
setting process and comparing said deter- 
mined total energy with a predetermined de- 
sired value. 

The system of claim 1 further including an indicator 
operatively attached to said control circuit for sig- 
nalling to an operator the correctness of the set 
based on said total energy against said predeter- 
mined desired value comparison. 

The system of claim 1 wherein said first transducer 
for measuring the force of said gripping mechanism 
is a strain gage. 

The system of claim 1 wherein said second trans- 
ducer for measuring axial displacement of said grip- 
ping mechanism is a linear variable differential 
transformer. 



Claims 

* , *. system for setting a blind rivet and evaluating the 35 
acceptability of the set, said rivet being of the type 
having a frangible tubular body and an elongated 
mandrel that includes an enlarged head and a stem 
extending rearwardry of the head and through said 
frangible tubular body, said system comprising: *o 

a blind rivet setting tool, said tool including a 
body, said body having a long axis, said tool 
having a mandrel gripping mechanism for grip- 
ping said stem of said mandrel, said gripping 45 
mechanism being reciprocable in the axial di- 
rection along said long axis of said body, said 
tool further including means for acting on said 
gripping mechanism to selectively move said 
mechanism in said axial direction to cause the 50 
head of the mandrel to deform the tubular body 
and create a secondary head and to thereafter 
break the stem of the mandrel from the head 
and complete the rivet setting process; 
a first transducer for measuring the force of said 55 
gripping mechanism, said transducer being 
provided in operative association with said tool 
and adapted to produce a force output signal 



5. The system of claim 1 wherein said control circuit 
includes an integrator, a comparator connected to 
said integrator, and a programmable reference con- 
nected to said ^mpcxtor. ~ - "• 

6. A system for setting a blind rivet and evaluating the 
acceptability of the set, said rivet being of the type 
having a frangible tubular body and an elongated 
mandrel that includes an enlarged head and a stem 
extending rearwardly of the head and through said 
frangible tubular body, said system comprising: 

a blind rivet setting tool, said tool including a 
body, said body having a long axis, said tool 
having a mandrel gripping mechanism for grip- 
ping said stem of said mandrel, said gripping 
mechanism being reciprocable in the axial di- 
rection along said long axis of said body, said 
tool further including means for acting on said 
gripping mechanism to selectively move said 
mechanism in said axial direction to cause the 
head of the mandrel to deform the tubular body 
and create a secondary head and to thereafter 
break the stem of the mandrel from the head 
and complete the rivet setting process; 
a transducer for measuring the force of said 
gripping mechanism, said transducer being 
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provided in operative association with said tool 
and adapted to produce a first force output sig- 
nal related to force applied by said gripping 
mechanism at a first interval of the rivet setting 
process and a second force output signal relat- 
ed to force applied by said gripping mechanism 
at a second interval of said setting process; and 
a control circuit for receiving said first and sec- 
ond force signals and determining the differ- 
ence therebetween and comparing said deter- 
mined difference with a predetermined desired 
value. 

7. The system of claim 6 further including an indicator 
operatrvely attached to said control circuit for sig- 
nalling to an operator the correctness of the set 
based on said comparison of the difference be- 
tween said first and second force signals and the 
predetermined desired value. 

8. The system of claim 6 wherein said transducer for 
measuring the force of said gripping mechanism is 
a strain gage. 

9. The system of claim 6 wherein said control circuit 
includes an integrator, a comparator connected to 
said integrator, and a programmable reference con- 
nected to said comparator. 

10. A system for setting a blind rivet and evaluating the 
acceptability of the set, said rivet being of the type 
having a frangible tubular body and an elongated 
mandrel that includes an enlarged head and a stem 
extending rearwardly of the head and through said 
frangible4ubular body, said system comprising: 

a blind rivet setting tool, said tool including a 
body, said body having a long axis, said tool 
having a mandrel gripping mechanism for grip- 
ping said stem of said mandrel, said gripping 
mechanism being reciprocable in the axial di- 
rection along said long axis of said body, said 
tool further including means for acting on said 
gripping mechanism to selectively move said 
mechanism in said axial direction to cause the 
head of the mandrel to deform the tubular body 
and create a secondary head and to thereafter 
break the stem of the mandrel from the head 
and complete the rivet setting process; 
a transducer for measuring the axial displace- 
ment of said gripping mechanism, said trans- 
ducer being provided in operative association 
with said tool and adapted to produce a first dis- 
placement output signal related to the position 
of said gripping mechanism at a first interval of 
the setting process and a second displacement 
output signal related to the position of said grip- 
ping mechanism at a second interval of the set- 



ting process; and 

a control circuit for receiving said first and sec- 
ond displacement output signals and determin- 
ing the difference therebetween and comparing 
5 the determined difference with a predetermined 

desired value. 

1 1 . The system of claim 1 0 further including an indicator 
operatively attached to said control circuit for sig- 
10 nailing to an operator the correctness of the set 
based on said comparison of the difference be- 
tween said first and second displacement output 
signals and said predetermined desired value. 

15 1 2. The system of claim 1 0 wherein said transducer for 
measuring axial displacement is a linear variable 
differential transformer. 

13. The system of claim 10 wherein said control circuit 
20 includes an integrator, a comparator connected to 

said integrator, and a programmable reference con- 
nected to said comparator. 

14. A method for setting a blind rivet having a mandrel 
25 and for evaluating the acceptability of the set, said 

method including the steps of: 

setting a blind rivet in a desired position with a 
blind rivet setting tool having a mandrel grip- 
30 ping mechanism; 

measuring the force of said mandrel gripping 
mechanism applied to said mandrel of said 
blind rivet with a first transducer during the set- 
ting process; 

35 measuring the axial displacement of said 1 man- H ^ £k> 

drel gripping mechanism with a second trans- ** r 
ducer during said setting process; 
determining the total energy used during said 
rivet setting process from said force and dis- 

40 placement measurements; and 

comparing the determined total energy with a 
predetermined desired value. 

15. The method of claim 14 wherein said step of deter- 
45 mining the total energy used during the rivet setting 

process includes the step of deve toping a force-ver- 
sus-displacement curve from said force and dis- 
placement measurements. 

50 16. The method of claim 1 5 wherein said step of devel- 
oping a force-versus-displacement curve includes 
the step of determining the area under the curve 
which is proportional to the total actual energy of 
the setting process. 

55 

17. A method for setting a blind rivet having a mandrel 
and for evaluating the acceptability of the set, said 
method including the steps of: 
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setting a blind rivet in a desired position with a 
blind rivet setting tool, said tool having a man- 
drel gripping mechanism; 
measuring the force of said mandrel gripping 
mechanism applied to said mandrel of said s 
blind rivet with a transducer at a first interval of 
the setting process; 

measuring the force of said mandrel gripping 
mechanism applied to said mandrel of said 
blind rivet with said transducer at a second in- JO 
terval of said setting process; 
determining the difference between said force 
applied at said first interval and said force ap- 
plied at said second interval; and 
comparing said determined force difference *5 
with a predetermined desired value. 

18. The method of claim 17 wherein said blind rivet in- 
cludes a head, an attached stem, and a tubular rivet 
body and wherein said first interval represents the 20 
observed initial peak force where said head of the 
blind rivet is adjacent said end of said tubular rivet 
body and said second interval represents the man- 
drel breaking force where said stem of the blind rivet 
breaks from said head. 2s 

19. The method of claim 17 wherein said blind rivet in- 
cludes a head, an attached stem, and a tubular rivet 
body and wherein said first interval represents the 
observed initial peak force where said head of the 30 
blind rivet is adjacent the end of said tubular rivet 
body and said second interval represents the re- 
duced force level where the force level falls to its 
lowest point between said initial peak force and the 
mandrel breaking force vi : :ere 'sak\ stem of the blind 35 
rivet breaks from said head. 

20. The method of claim 17 wherein said blind rivet in- 
cludes a head, an attached stem, and a tubular rivet 
body and wherein said first interval represents the 40 
reduced force level where the force level falls to its 
lowest point between the initial peak force where 
said head of said blind rivet is adjacent said end of 
said tubular rivet body and the mandrel breaking 
force where said stem of the blind rivet breaks from 
said head and said second interval represents said 
mandrel breaking force. 

21. A method for setting a blind rivet having a mandrel 
and for evaluating the acceptability of the set, said so 
method including the steps of: 

setting a blind rivet in a desired position with a 
blind rivet setting tool, said tool having an axi- 
al ly-movable mandrel gripping mechanism; 55 
measuring the axial displacement of said man- 
drel gripping mechanism with a transducer be- 
tween a first interval of said setting process and 



a second interval of said process; and 
comparing the measured displacement with a 
predetermined desired value. 

22. The method of claim 21 wherein said blind rivet in- 
cludes a head, an attached stem, and a tubular rivet 
body and wherein said first interval represents the 
observed initial position of said gripping mechanism 
where said head of said blind rivet is adjacent said 
end of said tubular rivet body and said second in- 
terval represents the mandrel breaking position of 
said gripping mechanism where said stem of said 
blind rivet breaks from said head. 

23. The method of claim 21 wherein said blind rivet in- 
cludes a head, an attached stem, and a tubular rivet 
body and wherein said first interval represents the 
observed initial peak position of said gripping mech- 
anism where said head of said blind rivet is adjacent 
said end of said tubular rivet body and said second 
interval represents the secondary displacement po- 
sition of said gripping mechanism where the force 
of said gripping mechanism acting on said stem is 
at its lowest point between said initial peak position 
and the mandrel breaking position where said stem 
of said blind rivet breaks from said head. 

24. The method of claim 21 wherein said blind rivet in- 
cludes a head, an attached stem, and a tubular rivet 
body and wherein said first interval represents the 
secondary displacement position of said gripping 
mechanism where the force of said gripping mech- 
anism acting on said stem is at its lowest point be- 
tween the initial peak position where said head of 

said blind rivet is adjacent said end of said tubi?!,:? ' f"$Lv. ' 
rivet body and the mandrel breaking position where * s 
said stem of said blind rivet breaks from said head 
and said second interval represents said mandrel 
breaking position of said gripping mechanism. 
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